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(54) Ultrasoni cal ly spliced roll towel 

(57) A roll towel (1 0) for use in the drying of hands in 
a lavatory setting is provided. The roll towel includes at 
least two segments of textile material which include at 
least 60 percent polyester ftoer. The two segments of 
textile material are spliced together by an ultrasonically 
formed seam (16). The seam is preferably made up of a 
series of bonding points (18) offset from one another by 
nonbonded segments. 
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Description 

FIELD OF THE INVENTION 

s This invention relates generally to hand drying roll towels and more particularly to polyester roll towels including an 
ultrasonically applied splice between segments of such roil towels. 

BACKGROUND OF THE INVENTION 

10 Hand drying roll towels for use in public lavatories are well known. Such roll towels typically are mounted in a wall 
hanging cabinet having supply and take-up rolls such that the user can pull down a clean, unused segment of the towel 
from the supply roll with the previously used segment of the towel being conveyed back to the take-up roll. In the past, 
such towels have typically been formed primarily of cotton so as to provide the user with the absorbency and texture 
benefits of such a product. 

15 Roll towels are typically formed from woven fabric structures as are well known to those of skill in the art. The fabric 
which is formed is thereafter typically sealed at the edges by sewing arid then shipped in roll form to rental laundries. 
In practice, these laundries install clean towels and reclaim soiled towels for cleaning and reuse. The length of such fab- 
ric segments is generally in the range of about 21 meters. 

As will be appreciated, at times it is necessary to splice segments of material together to form a complete length 

20 for use in a roll towel application. More significantly, once the roll towel is in actual use, it may be necessary to cut out 
damaged or stained portions of the towels and splice the remainder back together. This is particularly true since the 
towels undergo multiple uses in between which they are washed and inspected. In prior practice, such splicing was gen- 
erally accomplished by means of standard sewn seams traversing the width of the fabric. While such sewn seams are 
extremely strong, they are generally considered to be aesthetically unpleasing since the towel tends to take on a dog- 

25 bone profile in the vicinity of the seam. This is particularly true once a number of sections of the roll towel material have 
been cut and spliced back together. 

In light of the above, it would be advantageous to have a roll towel wherein a strong, spliced seam may be formed 
by means other than a standard sewing procedure. The present invention provides such a roll towel and method for 
forming a splice therein in accordance with the claims which follow. Preferably the spliced seam is formed by a pat- 

30 terned ultrasonic bond disposed across the width of the roll towel. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a plan view of a roll towel according to the present invention. 
35 FIG. 2 is a perspective view of an ultrasonic seam-forming arrangement for use in accordance with the process of 
the present invention. 

FIG. 3 is an ultrasonic horn for use in forming a seam across a roll towel in accordance with the process of present 
invention. 

FIG. 4 is an ultrasonic horn for use in forming a seam across a roll towel in accordance with the process of the 
40 present invention. 

While the invention has been illustrated and will be described in connection with certain preferred embodiments 
and procedures, it is, of course, to be appreciated that there is no intention to limit the invention to such particularly illus- 
trated and described embodiments and procedures. 

45 DESCRIPTION OF THE PREFERRED EMBODIMENTS 

Turning now to the figures, in FIG. 1 there is shown a roll towel 10 according to the present invention. In the illus- 
trated and potentially preferred embodiment, the roll towel 1 0 includes an ultrasonically bonded, boundary edge 12 dis- 
posed on either side of an intermediate textile surface 14. In the preferred embodiment, the roll towel 10 is formed of 
so polyester or cotton/polyester fiber which preferably includes at least 60 percent polyester so as to promote a strong, 
ultrasonic bond between the fibers. In the most preferred practice, 100 percent polyester is utilized. 

As illustrated, the ultrasonically bonded, boundary edges 12 preferably have a discontinuous brick-like pattern 
formed therein by a patterned backing wheel operating adjacent to an ultrasonic horn with fabric disposed therebe- 
tween. Such a discontinuous brick-like pattern is believed to provide exceptional flexibility which in turn promotes the 
55 operability of the product on the supply and take-up rolls of a cabinet structure in a public lavatory. 

As illustrated, the roll towel 10 may also include one or more ultrasonically formed splices 16 disposed across the 
width of the roll towel structure 10 thereby joining overlapped segments of the roll towel 10 together forming a longer 
overall structure. The ultrasonically formed splice 16 preferably includes a discontinuous (i.e. nonsolid) seam having a 
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pattern of bonding points 1 8 offset from one another by segments within the boundaries of the seam which are not uttra- 
sonically bonded. TTie bonding points 18 preferably have both longitudinal and latitudinal stress carrying components. 
In practice, clear tape may be used to aid in alignment of such splices. 

By way of example only, and not limitation, in the illustrated, and potentially preferred embodiment, the bonding 
points 18 are of an elongated "S" shaped configuration. It is believed that such a configuration carries latitudinal loads 
along the top and bottom portions of the "S" while carrying longitudinal stresses along the elongated middle portion. 

The ultrasonically formed splices 16 are preferably put in place by an ultrasonic bonding apparatus 20 as illustrated 
in FIG. 2. One potentially preferred ultrasonic bonding apparatus is the FS90 ultrasonic welder with a 910 BC series 
power supply available from Branson Ultrasonics Corporation having a place of business in Danbury, Connecticut, USA. 
As illustrated, the ultrasonic bonding apparatus preferably includes an actuation unit 22, an ultrasonic horn 24, and a 
bonding stand 26 for holding the roll towel 1 0 during the actual bonding operation. The bonding stand 26 also preferably 
includes a patterned wheel (not shown) which has a raised pattern of the bonding points 18 and which travels by rota- 
tion across the width of the roll towel 10 in opposed relation to the ultrasonic horn 24 with the fabric of the roll towel ther- 
ebetween so as to form the splice 16. In the potentially preferred practice of the present invention, the ultrasonic horn 
24 is a 25.4 mm (one inch) button horn (FIG. 4) which operates in conjunction with a 63.5 mm (2.5 inch) diameter pat- 
tern wheel available from Branson Ultrasonics. The actuation unit 22 has a power output of 1000 watts and generates 
an operating frequency of 20 KHz. In the potentially preferred practice, the splice 16 is formed at a rate of approximately 
76.2 mm (3 inches) per minute. The splice which is formed preferably has a width of at least 9.5 mm (3/8 inches) so as 
to enhance the strength of the overall structure. It is believed that through proper formation of the splice 16, that 
strengths approaching those available with traditional sewn seams may be available. By way of illustration only and not 
limitation, the comparative strengths as measured by an Instron Tester using a 76.2 mm (three inch) seam segment are 
illustrated in Table 1 . 



TABLE I 



Seam Type 


Ultrasonic Solid 
Seam 


Ultrasonic Brick 
Seam 


Ultrasonic "S" 
Seam 


Sewn Seam 


No Seam 


Breaking Strength - 
Newtons (Pounds 
Force) 


151.2(34) 


253.6(57) 


333.6 (75) 


409.2 (92) 


1734.7(390) 



It is contemplated that a splice may also be formed by means of an elongated ultrasonic horn 30 (FIG. 3). In the 
use of such a horn, it is contemplated that a plunging type action may be utilized to bring the horn into adjacent relation 
to a permanently fixed pattern bar, thereby eliminating the need to move the horn and pattern wheel across the surface 
to be bonded and thus potentially speeding up the overall splicing process. 

It is further contemplated that ultrasonic processes may also be utilized to form patterns on the intermediate woven 
surface 14 of the roll towel 10 using either the button-type horn 24 and patterned wheel or the elongated horn 30 and 
patterned backing bar. By way of example only, and not limitation, an icon or series of icons comprising a message 15 
may be physically impressed upon the roll towel 1 0 so as to alert the users that replacement of the roll is required. Such 
a message would preferably be placed at the end of the roll so as to become visible when the feed roll is dissipated. In 
this way, the possibility of a soiled towel remaining in a position of use is substantially reduced. It is further contemplated 
that an ultrasonic edge bond could be established across the terminal ends 32 of the roll towel 10 so as to promote the 
seaming of the roll towels one to the other for conveyance through very large industrial laundry ranges without causing 
fraying when the stitches are removed once the laundering process is complete. 

As will be appreciated, the prevent invention provides a roll towel structure having a number of benefits and advan- 
tages. While specific embodiments of the invention have been shown and described, it is to be understood that the 
invention is in no way limited thereto, since modifications may be made and other embodiments of the principles of this 
invention will no doubt occur to those of skill in the art. Therefore, it is contemplated by the appended claims to cover 
any such modifications or other embodiments as incorporate the features of the present invention within the scope 
thereof. 

Claims 

1. A hand drying roll towel (10) of absorbent textile material for use in a lavatory setting, the roll towel comprising at 
least two segments of textile material joined by a transverse seam, characterized in that the textile material com- 
prises at least 60 percent polyester, and in that the transverse seam comprises an ultrasonically formed seam (16) 
splicing together the said two segments wherein said ultrasonically formed seam comprises a series of bonding 
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points (18) offset one from the other by portions which are not uttrasonically bonded. 

2. A hand drying roll towel (1 0) as in Claim 1 , wherein said textile material consists essentially of polyester, preferably 
1 00 percent polyester. 

5 

3. A hand drying roll towel (1 0) as in Claim 1 , wherein said bonding points (1 8) have an elongated "S" shaped config- 
uration. 

4. A hand drying roll towel (10) as in Claim 1, further comprising at least one longitudinally extending ultrasonically 
io bonded boundary edge (1 2). 

5. A hand drying roll towel (1 0) as in Claim 1 , further comprising one or more ultrasonically embossed message-con- 
veying icons or indicia (15) disposed within said textile material. 

is 6. A method for joining two segments of a hand drying roll towel (10) of absorbent textile material by a transverse 
seam, characterized by providing a textile material comprising at least 60 percent polyester, splicing together the 
said two segments by forming an uttrasonically bonded seam (16) comprising a series of bonding points (18) offset 
one from the other by portions which are not ultrasonically bonded. 
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